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Abstract 

1 . Production device. 

2. The invention relates to a production device for execution of a blow molding, charging, 
and sealing process for plastic containers having at least one &st type of molding device 
(10) into which at least one tube of plasticized plastic material may be introduced. In that 
the respective molding device (10) of the first type may be pivoted to individual spatially 
separate stations (22, 24, 26) about an axis (20), and in that at least one station (24) 
performs the function of blow molding of the container and another station (26) that of 
charging and sealing the container thus blow molded, it is possible at least simultaneously 
to blow-mold a tube of plasticized plastic material for production of the plastic container 
and to charge a corresponding container produced in this manner at the other station with 
the medium, in particular one in the form of a fluid, and to seal it. The cycle times may 
accordingly be reduced in comparison to such cycle times of production devices of the 
state of the art and so the rates of output of charged containers sealed under sterile 
condition to be produced may be significantly increased. 



3. FIG. 1. 
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(57) Abstract: The invention relates to a production device for carrying out a method for blow moulding, filling and closing plastic 
containers, using at least one first type of moulding device (10) in which at least one tube consisting of a plasticized plastic material 
can be inserted. According to the invention, the respective first type of moulding device (10) can be brought to individual, spatially 
separated stations (22,24,26) in such a way that it can be pivoted about an axis (20), at least one station (24) is used to blow-mould 
the container, and another station (26) is used to fill and close the thus blow-moulded container. In this way, a tube consisting of 
plasticized plastic material for producing the plastic container can be blow-moulded, and a coirespondingly produced container in 
the other station can be filled with the medium, especially in the form of a fluid, and closed, at least isochronously. The clock times 
can be reduced accordingly, in relation to known production devices, and thus the rate of output towards filled containers closed in 
a sterile manner to be produced can be significantiy increased. 

(57) Zusammenfassung: Die Erfindung betrifift eine Herstellvorrichtung zum DurchfUhren eines Blasform-. Fiill- und SchliessvCT- 
fahrens fiir Kunststofift)ehalter nut mindestens einer ersten Art einer Formvorrichtung (10), in die mindestens ein Schlauch plasti- 
fizierten Kunststoflfmaterials einbringbar ist. Dadurch, dass die jeweilige Formvorrichtung (10) der ersten Art um eine Achse (20) 
schwenkbar zu einzelnen, rSumlich voneinander getrennten Stationen (22,24,26) bringbar 
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Veroffentlicht: 

— mit intemationalem Recherchenbericht 



Zur Erkldrung der Zweibuchstaben- Codes und der anderen Ab- 
kurzungen wird auf die Erkldrungen ("Guidance Notes on Co- 
des and Abbreviations") am Anfang jeder reguldren Ausgabe der 
POT -Gazette verwiesen. 



ist und dass zumindest eine Station (24) dem Blasformen des Behalters dient und eine weitere Station (26) dem Befiillen und Ver- 
schliessen des derart blasgeformten BehaJters. ist es moglich, zumindest zeitgleich einen Schlauch aus plastifiziertem Kunststoff- 
material zum Herstellen des Kunststoflfbehalters blaszuformen und einen entsprechend derart hergestellten Behalter in der anderen 
Station mit dem Medium, insbesondere in Form eines Fluids, zu befuUen und zu verschliessen. Demgemass lassen sich die Tak- 
tzeiten gegeniiber den bekannten Herstellvorrichtungen leduzieren und damit die Ausstossraten an herzustellenden befiillten und 
steril verschlossenen BehaJtem deutlich erhohen. 



